STATE OF CALIFORNIA--BUSINESS, TRANSPORTACTION AND HOUSING AGENCY Arnold Schwarzenegger, Governor

DEPARTMENT OF TRANSPORTATION
DIVISION OF ENGINEERING SERVICES

Office of Structural Materials

Quality Assurance and Source Inspection

Contract # 04-0120F4
Bay Area Branch -
690 Walnut Ave.St. 150 Cty: SF/ALA Rte: 80 PM: 13.2/13.9

Vallejo, CA 94592-1133 File#: 69.25B
(707) 649-5453 ' '

(707) 649-5493

QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

Location: Changxing Island, Shanghai, P.R. China Report No: NCR-000518
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date: 18-Nov-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR # ZPMC-0491

Type of problem:

Welding Concrete [1 Other []
Welding Curing [1 Procedural [1  BridgeNo: 34-0006
Joint fit-up [J Coating L1 Other [J  Component: Lift 12 Floor Beam Weld Joint

Procedural [ Procedural [1 Description:

Reference Description: ZPMC welder was observed welding in the downhill progression that isnot in
compliance with the approved WPS for Lift 12

Description of Non-Conformance:

During random in-process visual inspection on Orthotropic Box Girder Floor Beamsin Bay # 2, this Caltrans

Quality Assurance (QA) Inspector observed ZPMC personnel performing Shielded Metal Arc Welding

(SMAW) repair of weld joint identified as Complete Joint Penetration (CJP) SEG3001L-PP111-008 (Lift 12).

Welding was observed being performed in the 3G position with avertical downward progression which does

not comply with the applicable repair Welding Procedure Specification WPS-345-SMAW-3G (3F)-Repair.

*'SEG3001L-PP111-008 IDIAGONAL STIFFENER
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 2 of 2 )

11/18/09

Applicablereference:
-AWS D1.5 2002 section 4.6.8: “The progression for al passesin the vertical position shall be upward, unless
adownward progression is qualified by tests approved by the Engineer”.

-Approved Repair WPS # WPS-345-SM AW-3G (3F)-Repair: “Welding Progression — Vertical — Up Direction”
Who discovered the problem:  Sandeep Kumar Naddi

Name of individual from Contractor notified: Luo Gui Lin

Time and method of notification: 1430 hours, Verbal

Name of Caltrans Engineer notified:  Ching Chao and Bill Howe

Time and method of notification: 1530 hours, Verbal

QC Inspector's Name: Chen Xi

Was QC Inspector awar e of the problem: L] Yeslvl No

Contractor's proposal to correct the problem:

N/A

Comments:

Thisreport is for the purpose of determining conformance with the contract documents and is not for the
purpose of making repair or fit for purpose recommendations. Should you require recommendations
concerning repairs or remedial efforts please contact Mazen Wahbeh, +(86) 134.7247.7571, who represents the
Office of Structural Materials for your project.

I nspected By: Carreon,Albert Lead Reviewer/Task Leader

Reviewed By: Wahbeh,Mazen SMR
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DEPARTMENT OF TRANSPORTATION - District 4 Toll Bridge
333 Burma Road
Oakland CA 94607

Gftrans Tel: Fax:
NON-CONFORMANCE REPORT TRANSMITTAL

To: AMERICAN BRIDGE/FLUOR, A JV Date: 23-Dec-2009
375 BURMA ROAD
OAKLAND CA 95607 Contract No: 04-0120F4
04-SF-80-13.2/13.9
Dear: Mr. Charles Kanapicki Job Name: SAS Superstructure
Attention: Mr. Thomas Nilsson  Project/Fabrication Manager Document No: 05.03.06-000481
Subject: NCR No. ZPMC-0491

Reference Description:  ZPMC welder was observed welding in the downhill progression that is not in compliance with the approved WPS for Lift 12

The attached Non-Conformance Report describes an occurrence where the contractor did not comply with arequirement of the contract document as
indicated below:
Materia or Workmanship not in conformance with contract documents.
Il Quality Control (QC) not performed in conformance with contract documents.
L] Recurring QC issue that constitutes a systematic problem in quality control.
[ Non-Conformance Resolved.
Material Location: OBG Lift: 12
Remarks:
During random in-process visual inspection on Orthotropic Box Girder Floor Beamsin Bay # 2, this Caltrans Quality Assurance (QA)
Inspector observed ZPMC personnel performing Shielded Metal Arc Welding (SMAW) repair of weld joint identified as Complete
Joint Penetration (CJP) SEG3001L-PP111-008 (Lift 12). Welding was observed being performed in the 3G position with avertica
downward progression which does not comply with the applicable repair Welding Procedure Specification WPS-345-SMAW-3G
(3F)-Repair.
Action Required and/or Action Taken:
Submit arepair procedure to the engineer for approval.

Transmitted by: Bill Howe
Attachments: ZPMC-0491

cc: Rick Morrow, Gary Pursell, Peter Siegenthaler, Stanley Ku, Brian Boal, Contract Files, Ching Chao
File: 05.03.06

Y/ 05.03.06-000481,NCT

Pagelof 1



,&meri[}aﬂ A AMERICAN BRIDGE/FLUOR ENTERPRISES, a JV

Bridge F L u O R P.0. BOX 23223 Oakland, CA 94623

Phone (510) 419-0120 / Fax (510) 839-0666

A JOINT VENTURE

NCR PROPOSED RESOLUTION

To: CALTRANS - SAS Superstructure Dated: 19-Jan-2010
333 Burma Road Contract No.: 04-0120F4

Oakland CA 94607 04-SE-80-13.2/ 13.9
Attention: Pursell, Gary Job Name: SAS Superstructure

Resident Engineer Document No.: ABF-NPR-000525 Rev: 00
Ref: 05.03.06-000481

Subject:  NCR No. ZPMC-0491

Contractor's Proposed Resolution:

Reference Resolution: ZPMC issued an NCR which the corrective action was to completely remove the weld and re-weld it. ZPMC is
attaching NDT documentation to show that the weld is acceptable.

ZPMC issued an NCR which the corrective action was to completely remove the weld and re-weld it. ZPMC is attaching NDT documentation to
show that the weld is acceptable. Based on this ZPMC requests closure of this NCR.

Submitted by:  Ishibashi, Joshua
Attachment(s): ABF-NPR-000525R00;

Caltrans' comments: Status: CLO

Date: 24-Jan-2010

The documentation submitted by the contractor has been reviewed by the Engineer and is found to be acceptable.

Submitted by:  Chao, Ching Date: 24-Jan-2010
Attachment(s):

‘h‘} Page 1 of 1
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@ No. B-588
LETTER OF RESPONSE

TO: American Bridge/Flour
DATE: 2010-1-18
REGARDING: NCR-00518 (ZPMC-0491)

With this letter of response, ZPMC requests closure of CT NCR-00518 (ZPMC-0491) , what
mentioned that CT Inspector observed welder was welding in a downhill progression on 3G
position.

- ZPMC acknowledged this problem and has issued internal NCR. See attached

NCR-B-337(ZPMC-491).

- The weld was confirmed to be SEG3001L-PP111-008. The correct action was taken by

removing of this weld.

- NDTs were performed after weld was completed again to warrant the quality. See

attached BVT45534 & B787-UT -9980.
Based on the taken actions and documentations, ZPMC requests closure of this NCR.

ATTACHMENT:
NCR-0000518 (ZPMC-0491)
NCR-B-337 (ZPMC-0491)
BVT45534

B787-UT -9980
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NON-CONFORM

Te: AMERICAN B]UD".?E;'FJ’_U"JR, A v Date:
375 BURMA ROAD
QAKLAND CA 93607 Contract Ny: 04-0120F4
04-SF-80-13.2 7 13 4
Desr: M. Charles Kangpicki Joh Name: SAg Supcrt;:‘ut:'l‘*e“'.:\“'._
Attention: Mi. Thomas Nilsson ProjecvFabrication Managper Decument Ng: 05.43.06-0004 &l "_,1.\ \*3\‘,
Subjest:  NCRNo. ZPMC-049] <’<\ v d :Jj\

Reference Description:  zpmc welder was observed welding in the downhij| progression that is not iy corﬁyha‘j\ax “\‘21\11" approved WPS for Lifi 12

The attached Non-Conlormance Report describes an oceurrence where the conmractor did not cemply \“)QJ ] :E\g‘llremg_ u,m the coniract

indicated below: \.‘\-,
M Mureria or Workmanship not i confonnance with contruel documens. ‘.\l'-‘_;"‘
D Quality Controf (QC) not performed in conformance with contract documents. ‘;::\\‘\:}\
| Recurring QC issue that constituies a syslematic prodlem in quality comyol, A (\//j) ™
[J Non. -Canformance Resolved. C o .'\'\_‘\,_";/
Material Location: 0BG ~

?\ N0 Lift: .\;\2

S

Remarks:

document zs

During rendor in- -process visual inspection on Orthotropic Box G- 2 H\br\% r&s in Ba,:fx . $nis Caltrans Quality Assurance {QA)

Inspector observed ZPMC personnel performing Shielded Metzl ﬁu ‘ckh
Joinl Penerration (CIP) SEG2001L-PP] 1] -008 (Lift .‘2)/‘/6{11:1{ was Ub;d'r\rcd begﬁ_}berronncd m the 3G positon wirh

downward progression which does not comply with they al)/ Sle Tepair We]d@‘fbc&:du- e Specification WPS- 345-SMAW.3G
(3F)-Repair. /__\
Action Required and/or Action Taken: /]@

!
Submit 2 tepair precedure 1o the (:nnme(e@y L,V

A e
\\‘\‘w
A
Transmitted by:  Bill Howe \Q}
Attachments:  ZPpM(C.04 O
ce: Ric;caykﬁ'm @ ursell, Peter Siegenthaler, Stanley Ku, Brian Boal, Contract Files, Ching Chag

File: (5.
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STATE OF CALIFORNIA--BUSINESS, TRANSPORTACTION AND HOUSING AGENCY Amold Schwarzenegger, Governor

DEPARTMENT OF TRANSPORTATION
DIVISION OF ENGINEERING SERVICES

Office of Structural Materials

Quality Assurance and Source Inspection

Contract #: 04-0120F4 B

Bay Area Branch .
690 Walnut Ave.5t, 150 Cty: SF/ALARte: 80 PM: 13.2/13.9

(707) 649-5453
(707) 649-5493

QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

Location: Changxing Island, Shanghai, P.R. China Report No: NCR-000518
Prime Contractor: American Bridge/Fluor Enterprises, a JV Date: 18-Nov-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR #: ZPMC-0491

Type of problem:

Welding Concrete [] Other U

Welding Curing [l Procedural [1  Bridge No: 34-0006

Joint fitup [ Coating [] Other [l  Component:Lift 12 Floor Beam Weld Joint

Procedural [] Procedural [] Description:

Reference Description: ZPMC welder was observed welding in the downhill progression that is not in
compliance with the approved WPS for Lift 12

Description of Non-Conformance:

During random in-process visual inspection on Orthotropic Box Girder Floor Beams in Bay # 2, this Caltrans

Quality Assurance (QA) Inspector observed ZPMC personnel performing Shielded Metal Arc Welding

(SMAW)} repair of weld joint identified as Complete Joint Penetration (CJP) SEG3001L-PP111-008 (Lift 12).

Welding was observed being performed in the 3G position with a vertical downward progression which does

not comply with the applicable repair Welding Procedure Specification WPS-345-SMAW-3G (3F)-Repair.

DIAGONAL STIFFENER
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 2 of 2 )

ELE

sﬁl’esoanﬁ' E"F'_T 1-001

11/18/09

Applicable reference:
-AWS D1.5 2002 section 4.6.8: “The progression for all passes in the vertical position shall be upward, unless
a downward progression is qualified by tests approved by the Engineer”.

-Approved Repair WPS # WPS-345-SMAW-3G (3F)-Repair: “Welding Progression — Vertical — Up Direction”
Who discovered the problem:  Sandeep Kumar Naddi

Name of individual from Contractor notified: Luo Gui Lin

Time and method of notification: 1430 hours, Verbal

Name of Caltrans Engineer notified: Ching Chao and Bill Howe

Time and method of notification: 1530 hours, Verbal

QC Inspector's Name: Chen Xi

Was QC Inspector aware of the problem: [ Yes [l No

Contractor's proposal to correct the problem:

N/A

Comments:

This report is for the purpose of determining conformance with the contract documents and is not for the
purpose of making repair or fit for purpose recommendations. Should you require recommendations
concerning repairs or remedial efforts please contact Mazen Wahbeh, -+(86) 134.7247.7571, who represents the
Office of Structural Materials for your project.

Inspected By: Carreon,Albert Lead Reviewer/Task Leader

Reviewed By: Wahbeh,Mazen SMR

‘H}; TL-15,0uality Assurance - Non-Conformance Report PipeZa) 2



Project Name: S.EQ.B.B { NCR Number:

BEAH:  EEIHNEER \Jm %15 NCR-B-337(ZPMC-0491)

—11{;‘}; o .incorre;i welding i [tem \umher Drawing: B
progression | 5 :Lift 12 Floor Beam Weld Joint | 2 N/A

AmER: BEFmED f r—

Location: bay 2 Date: |

A 2448 SEE 2049-12-3¢

Description of Noncounformance; .
NFFETRAH IR

During random in-process visual inspection on Orthotropic Box Girder Floor Beams in Bay 2, the
Caltrans QA inspector observed ZPMC personnel performing SMAW repair of weld joint identified as
CJP SEG3001L-PP111-D08(Lift 12). Welding was observed being performed in the 3G position with a
vertical downward progression which does not comply with the applicable repain
WPS-345-SMAW-3G(3F)-Repair and AWS D1.5 2002 section 4.6.8: The progression for ail passes in the
vertical position shall be upward, unless a downward progression is qualified by tests approved by thd
engineer.

UL R 2 # A% OBG BIGAREEAT Bt R 3L, ZPMC 263 CIP /R £ SEG3001L-PP11-008(Lift
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AETE T 6] F = Eizllie
Recommendation:
i
Prepared by: Approved by QCA:
& Joi B 5 p A

Reason for Nonconformance:
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REPORT OF ULTRASONIC EXAMINATION

REPORT NO. i#4&S B787-UT-9980 DATE 2009.12.03 PAGE 1 OF 1 Revision No: 0
PROJECT NO. : TF4% ZP06-787 CONTRACTOR: CALTRANS
ITEMS NAME: OBG FLOOR BEAM PRAWING NO.:-gEG2001L/SEG30|CALTRANS CONTRACT NO.: 04-0120F4

LR 12 LIFTING eiE= 01M I TRsE

REFERENCING CODE ##i3

AWS D1.5-2002

ACCEPTANCE STANDARD #: #R1E

AWS D1.5-2002(Table 6.3)

PROCEDURE NO. BFEE
ZPQC-UT-01

WELDING PROCESS BiE#H:

JOINT TYPE 5482551

CALIBRATION DUE DATE

R ET R

FCAW T-JOINT Dec. 2857 2000
EQUIPMENT %% MANUFACTURER #1157 MODEL NO. #3455 SERIAL NO. 342
071565311, 061488510,
IUT SCOPE PANAMETRICS EPOCH-4B DE1495811, 070152011,
|cALIBRATION BLOCK i85t COUPLANT #2471 MATERIAL/THICKNESS #$HELEF
AWS IIW BLOCK TYPE I c.M.C ATDIM-345T2-X 20/24mm
TRANSDUCER ##3:
MANUFACTURER | ANGLE FREQUENCY SIZE  |MANUFACTURER| ANGLE | FREQUENCY SIZE
HIET RE HEF R~ T AE ik R~
Changchac 70° 2 5MH=z 18%18mm
Changchao 0° 2.5MHz 20mm Reference Level #55R 20dB
Base metal inspected per AWS D1.5-2002 Section 6.19.5 0° UT OK. ,
DECIBELS4 DISCONTINUITY g g
o 151 = ‘g
WELD -3 = w ~ 15 (8 _Is_|Is = #
z,.|Su|= =| B BT ST[E5EE LOCATION OF DISCONTINUITY Ea | ®
IDENTIFICATION | 21k | S8 == | 2 328|582 8 LA I (mm) zE | =
<z | 5| 54 = e [E |E 5= G
O™ gl | & < EE® £
= L4 Jl-f‘ﬁ -
RERI RS g & = Sound | Depth from . G &
= Length From'™X | From"Y I}
a|lblec|d EE Path Surface X FEY m
' . mE | memex | § a
SEG3001L-PP110- i
007
SEG3001L-PP110- o
008 %
SEG3001M-PP110- N
007 X
SEG?’OOJD“Q'PP L 70 32 Acc. | 100%

* SEG3001 M-PP110-008were UT inspection and ACC, which is the result of required 25% UT.

* SEG3001M-PP110-008 822 UTH &1, BRENEERS

EET M E R 25 % R,

BLANK

EXAMINED BY %1 REVI

Has Feny

EWED BY & &;

j'f"L E?&H

=
LEVEL-1l SIGN / DATE ;«?;:L”B

LEVEL - Il SIGN [

DATE c-f ,J;v\,j

FIREE / QCM

—
ff -’

-t

/

Fi FCUSTOMER

L/.,-./“T/!,-,,,-: b | '/{,/{g’z/‘:)

DATE

B

@
-4
1

it

] e
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(8) 85 FLUOR.

A JOINT VENTURE

Tool Box Training Agenda

Subject: MT Techniques

Reason for Training: Several CT NCR’s of indications missed during ZPMC NDT

inspection.

1. Safety

Safety Glasses
Gloves (if required)
Knee Pads
Electrical shock

2. Tools

Lighting

MT Powder. Red for ambient, Yellow for High Temperature.
Powder Bulb

Powder Blower

MT Yoke Adequate working condition

Pie Gage

3. Inspection Techniques

o Ao o

Lighting

Position of body (distance of eyes to the weld surface)
Application of Powder removal of Powder
Continuous method

Two directions

Both sides of weld

Clean and dry surface
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STATE OF CALIFORNIA--BUSINESS, TRANSPORTACTION AND HOUSING AGENCY Arnold Schwarzenegger, Governor

DEPARTMENT OF TRANSPORTATION
DIVISION OF ENGINEERING SERVICES

Office of Structural Materials

Quality Assurance and Source Inspection

Contract #: 04-0120F4
Bay Area Branch -

690 Walnut Ave.St. 150 Cty: SF/ALA Rte: 80 PM: 13.2/13.9

Vallejo, CA 94592-1133 Fi |e # XX.25A
(707) 649-5453 . AX.LOf

(707) 649-5493

QUALITY ASSURANCE -- NON-CONFORMANCE RESOLUTION

Location: Changxing Island, Shanghai, P.R. China Report No: NCS-000471
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date  22-Jan-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing IslandNCR #. ZPMC-0491

Type of problem:

Welding Concrete [1 Other []
Welding Curing [J Procedural [J  BridgeNo: 34-0006
Joint fit-up [J Coating L1 Other (]  Component:

Procedural [ Procedural [ Descripton:

Date the Non-Conformance Report waswritten: ~ 18-Nov-2009

Description of Non-Conformance:

During random in-process visual inspection on Orthotropic Box Girder Floor Beams in Bay # 2, this Caltrans
Quality Assurance (QA) Inspector observed ZPMC personnel performing Shielded Metal Arc Welding
(SMAW) repair of weld joint identified as Complete Joint Penetration (CIJP) SEG3001L-PP111-008 (Lift 12).
Welding was observed being performed in the 3G position with a vertical downward progression which does
not comply with the applicable repair Welding Procedure Specification WPS-345-SMAW-3G (3F)-Repair.
Contractor's proposal to correct the problem:

Replace weld following the WPS disposition and perform the required NDT.

Corrective action taken:

Weld was replaced and NDT documentation was submitted to verify the weld isin conformance with Contract
specifications.

Did corrective action require Engineer's approval ? [] Yeslvl No

If so, name of Engineer providing approval: Date:
|s Engineer's approval attached? [] Yesl¥l No
Comments:

Thisreport is for the purpose of determining conformance with the contract documents and is not for the
purpose of making repair or fit for purpose recommendations. Should you require recommendations
concerning repairs or remedial efforts please contact Jim Simonis, who represents the Office of Structural
Materials for your project.

I nspected By: Simonis,Jim Quality Assurance I nspector

Reviewed By: Wahbeh,Mazen QA Reviewer

TL-16,QA -- Non-Conformance Resolution Pagel1of 1
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